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ISCAR GRADE CHART - CVD COATED

ﬁ L = A =1
ISEAR GRADE 1SO C ING LAYERS L

" o3850 DT7150
B ok fa (KO5-K25)

(P20-P45) [M15-MEC)

A tough substrate with a dual MTCVD AL:Os and
TIAIN PVD coating. Recommended for medium to
high cutting speeds for machining of both grey and

Avery tough substrate with a cobalt enriched layer
Ai20z combined with a MTCVD TiCN and AL,O; CVD

CGVD COATED 5 coating. Provides excellent toughness and good nodular cast iron. Features high wear and chipping
wear resistance on steel for interrupted and unstable resistance.
1C4028 TiN cutting conditions

CVD COATED B
1C4050 : o
CVD COATED _— GM es fOI‘ GMP Gm‘T“m lm Mm[ez Tool Life Comparison Wiedes Tool Life Comparison

w ALTEC
: Ico08

(P15-P30) (M20-ME20) (K20-K40)
(N15-N25) ($15-528) (H40-H30)

" TN A hard, fine grain substrate with excellent chipping
203 resistance, combined with a new ATTICrN PVD
coating. Provides high wear and oxidation resistance
in parting and

Milling Cast Iron at High Cutting Speeds

CVD COATED K10-K30

P30-P50

CVD COATED

icsoas e

CVD COATED K0s-Kk20

7
60
50
40
30
20
10

1C910 14100 DT7150

K10-K20
CVD COATED P10-P20

P10-P30 TN
CVD COATED K10-K25 LED
P20-P30 ST
169025 i —
CAUN COATED TicH
Ico08®  1c908? Icooe™ 1Co080?
a-TEC
Tool life when using  Tool life when using Tool life when using  Tool life when using
IC908 for internal and  IC9080 for periphery. IC908 for internal and  IC9080 for periphery.
periphery. periphery.
Material: SAE 1060 170 HBN Material: GG25
Cutting speed: 200 m/min
Feed per tooth: 0.16 mm
Depth of hole: 55 mm
With coolant With coolant
Tool Life Comparison of Existing Tool Life Comparison of Existing
Minutes 1C900 and the New IC900 ALTEC Minutes 1€903 and the New 1C903 ALTEC
Driling Length ! 4‘ _
Meters /
i Material: GG 25 > -
10 4t Cutting speed: 310 m/min S i
8 Feed per tooth: 0.14 mm [ N, .
Depth of hole: 80 mm ,l i
6 With coolant [ Y
5 1 Central insert on the drill 3
2 “ Outer insert on the dril
w=g S

3 B
C W 2
IMC_, - 2 il
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il Low cutting forces
. Free chipflow

Near Tail Stock

Vs. CNMG 190616
(644)

SLANR/L.. JJHfJU5): 25, 32 & 40mm

‘(; g-z‘.‘g{’h"

NUTber Of Gulling 6dges
Ve (w/imin)

F (mmvrey) 080 .

D.OC. (mm) 105125 105125

LiTURN TG e
Tangentlal Geometry for Incredlble
- Feed Rates and Increased Tool Life

%
NN 51 eta/liemavall
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HEZITURN TQ
Silicon Nitride Insert for Cast lron
High Speed Machining
V-astietallRemoyalk

SELF-C-=Fi
The Original Parting Ins
is Now Stronger

10% Lower Cutting Forces,
50% Better Tool Life
2 ast{elallfemoval)
CWTES

9180 0
[9350]

TANG-GHIP
Tangential Grip Clamping
for Higher Productivity

o astiletallfemovals

A% 1GH028

The Double Sided DO-@74 Insert
with Internal Coolant Holes
For Parting Exotic Metals

Vast{Metalliemovall
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Flushing through insert provides the most efficient results and creates
Temperature Reduction in the Cutting Zone

ISCAR UP MILL

eI BT

™ 9 AXIAL

ADKT

QUAD2000

Square inset for square
shoulder
For right- & left-hand cut

Helical cutting
edge

Recess for better
seat positioning

0 e
MG, L ([

High positive
axial rake

30

Helical cutting edge

Relief for ramp-
down applications

HELI2000

Wiper for
smooth cut

Contour shape for 90°
shouldering applications

\zz0s|
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. TQ%Iine that will irﬁprové
e ~ + productivity with a high
"+ metalremoval rate

{

‘ ) | Bottom of insert is wider then it’s
IMC, \ Nasna LIMC

HELiDO8A5

- & Cutting Corners on a ,

ity Double Sided Helical Insert 0 -
9 2 Double Sided Helical Insert (Femaval

= with 4 Cutting Corners

Vodastiiletallfiemovalg _ Y
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16RILL

16 Economical Cutting Corners
R 0. Aen .&wwm

OFCT 07

D Wiper Insert ‘\Sher Posniug Neutral Insert

- forFinishing \for Right- and Left- y—
ﬁ' - ~ Hand Cutters (O AE

0 \ L b= 4100 5t
> - for Gt on
|-

v

»

— . N
ekl MBR
47 ©ISCAR Customers Seminar 2000

LIMC

ool dameter ] ™
Nurmber of teeth 18
Guting spoed (Vo [mmi] 180
“Tooth feed (1) [mimvtooth] 025
Tablefeedt () [mvmin] > 2058
Depth of cut (ap) [mim] 25
Width of cut ae) [mm] Variable
Flank wear (V8) ) [
ool lfe ] 5

‘The former method used TNKF 1204, inserts with 6 cutting edges per insert
The ONMU 0B060TN IC910 tool ff is better and aiso power consumtion s lower,

=45NM D080-06-27-R08

> Insert:
[ ONMU 080608-TN-MM [C328
[ Machining Conditions:

Vc: 150m/min (495 sfm)

Fz: 0.38mm/tooth (0.014 mch/tooth)
ap: 5mm (0.196 inch)

b: 56mm (2.204 inch)

New Screw Clamped Face Milling Line for St
IMC,

IMC—,
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Today’s Modern Designs

The cost benefits can
1mmed1ately be utilised @
appropriate tools.

« Tangential insert arrangement
increases the productivity of

carbide sections:

MC ., ARWD

, to higherdepthsofcut

Minimised number of passg%

TR EALR BT I Eé@

—z
g

milling  applications

» Large carbide section absorbs
the cutting force. Higher chip
loads possible.

o Larger wear pattern due to bigger

e

Our standard is to provide inserts in

different coated and uncoated carb
grades. For many tools we holdﬂ &

s g LA T ) positi tive ins k.
L T v i Tl =TT | e
QiPa) i i S Hiish IE A
<IT0HBS 0790 90°r0 | 05712 | 0309 ] 01504
k| 120722 0iBs 5580 757105 | 0310 0306 0103 . Negative Positive
\ N 220°3004BS 50 090 02081 02%06] 0102 \ Y
&t | 4007700MPa 1207240 1507300 | 0310 | 0208 ] 015704
500"800MPa 907180 20240 | 03%9 | 02%8 ! 0103
#3420 | _800"1100UPa 0" po @ pro | 0308 | 0206 01025
1100"1400MPa | 257 @ 30790 02703 — 0.08%0. 15
ki) 400"700MPa 25790 357140 03710 0.370.8 01703 The cutter bodies are designed to take both geometries.
HE4 — 50" @0 | 300900 — 0. 2%\50 0.25°0.50 @
ki) = 907300 1507300 - 0.2570.50] 0.2570.50 Furthermore the same inserts are used for both face mills a%d'
Advantages: ¢ Lower carbide costs H = 90074500 > 1500 = 0157100 015710 shoulder mills (90° ).
« Minimised machining time 2) — 20055001 > B00 — 1 05 101 0B 10 / ) ] %)
. = Bl e (2] Wi This reduces storekeeping considerably. Wi
» Optimised utilisation of machine: er 2 ‘»5(, 2 ‘»5(,
IMCN) N &l IMCN) A & IMCN) A &

&
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& & TANGMILL ¢
A practical example for ﬂ}ﬁ % | Best utilisation of machine power % Q
pesretecsps ST RS TS, o oy | due to “big chips BUYTERFLY" [
spec. Cutting force Material removal Tangential Milling LE T *M'Ll
i itive | N/mm? A emkw, TANG
\ A Old Millifg Concept NEW Milling Generation
Tangential Inserts Tangential Inserts 0/
e
mm  conv.Cutiérs MAX Cutiers
Feed per tooth Material removal rate »
A at same poyer consumption p——y 7 g
Negative Positive ¥ - TAaNGMILL NEW MILLING GENERATION,
IMC—, Nasias Mc ., Nasias Mc ., Nasina|
\CMAXS el

L4

Standard .250" axial DOC with

NYE324R100

[A]
[2]

RcHER

i

\snu fits standard VMAX
pockél..) One more option for
general use market

L

IMC_, ARG
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*Goal is to replace 9D2G

and provide a new cutter

with 45 deg lead and .500”
&

*Pressed complete; +/-
.002” tolerance.

+Strong .375” thick; M5
insert screw.

+Pressed .008” wide neutral
cut edge land around entire | |
periphery. )

+IN1530 and IN204O Grades

]
== @

L) b

o

[ Finish
> Face

No wiper. The finish is
generated only by the
corner radius.

Wear on the radius
means the assembly
gage length changes.

LIMC

Ingerso‘lb\P;-l'

ine

The back of the insert
has a component of force
ushing it up and out

ine

Ingerso‘lb\P;-l'

The bottom of the \

wﬁ isjust as thick
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4 Cutting Corners,
a Tangential Geometry {
— Y35t etalll emova/ B

. »
’ m M w,
7"1'4‘(" TAI 1 a ’g

NGMILL &
viINITANG O

TANGMILL FAMILY

TANGMILL NEW MILLING GENERATION,

IMC N

TANGPLUNGE NEW Plunging Generation
IMC— L\ ([ S

== Insert with 4 Reinforced Cutting Edges

Mc== Tangential Positive Insert with CHip 6eealkélr

1# Plunging Cutters Can also be Used for Facing,
IM;? ZERO Flatness with Excellent Surface Q%ality :
C—
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iz = 2.90 m/fiesin
Outperforms

Standard Tools 10:1

t&ﬁ?‘i&ﬂm

3 Insert Types Can Be Used in the Same Pocket

JIIIII ﬂzmt.ﬁs
"’0 ”Insert Line

IMC,
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dapter:

BT50 SEMC 27x80

Tool:

DEPO 5 66 30 D66-R8-13C
Insert:
416858 P25 DC2 45401
Machining Condnlo S:
Ve : 150 m/min

(495 sfm) W £
fz :0.25 mm/tooth

(0 009 mch/(oo(h)

(0.0236 |nch)
b :66mm
(0.598 inch)

COMPETITOR vs. iviii.:.s@fn

Adapter:
BT50 SEM 22x

Tool:
FRW Dos @r -22-16
e ico08

Ing Conditiol

m/min (495 sfm)
& .32 mm/tooth
12 inch/tooth)
ap :6 mm (0.236 inch) | wssons |

b 166 mm (2598 inch)

TANGRELL

" The Tangential Insert with
- 4 Serated Cutting Edges
° g ! nﬂ%ﬁ% the Same Cutter Body

ISCAR €7 GRADE!

D i FlNlam

2 Applications

Q in 1 Solid Carbide Endmill
= Vodlastifetallliemaval

ALTEC

14
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ISCAR UP DRILL

=1 R it
Hgma
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CHAMDRILL
IDI Drilling Head
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e T CHEIDRILL (517
Expanding to a New
Diameter Range
for Increased Hole Production

vodlastiietalliemaovall

]
COST CoONVMIPARISON
=
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Unique Gullets for

Excellent Chip Evacuation
Migh Surface Quality and Hole Accuracy

Vod.astiletallliemovall
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DR Standard Concept

than109 L

chip flow area.
« Stronger core design.
 Two twisted coolant holes
peripheraly located.

AR 1] e s [0 B
-e BOOEE|]

DAYV [Eri=00
id Carbide Interchangeable Heads
with Indexing Repeatability
of 3 Microns

Performance

e ]
_ ISCAR comp.mur

Reamer designation RM-BN7-0.750154-90

Carbide grade 10908 c2
Hole diameter [mm] 19.052 £ 0.004 19.052 + 0.004

Hote depth [mm] 50.800 50.800

Spindle speed [rpm] 1000 400 i
Foed rate [mm/rev] 061 127

Surface qualty Excelent Good M
Holes per cutting edge 2800 1050

Tool ife fmin] 1000 600 ifi
Length per cutting edge [meter] 143 52

Reduces cycle time and maintains 1.5 pm finish
Operation cycle time reduced from 4.7 minutes to 2.5 minutes for seven holes.
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